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AMENDMENTS TO THE CLAIMS 
The claims in this listing will replace all prior versions, and listings, of claims in 
the application. 

1. (Canceled) 

2. (Currently amended): AjFhe micro electro discharge machining method 
according to olaim 1, farther comprising 

producing p roviding ajhe tool electrode is with a pattern of a plate electrode by 
electro discharge machining the tool electrode with the p late electrode, the said plate 
0-Y | electrode being provided with a plurality of holes in the pattern [[,]] ; and 

0&~$l^* changing, during th e el e ctro discharge machining process, a r e lativ e distance 

I J^^pp^^ betw ee n the tool electrode and the plate e l e ctrod e i s chang e d at a predetermined 
fr e quency and with a pr e determin e d amplitud e , and 

outputting a discharge pulse in s ynchronization with the chang e in the relative 
distanc e betw e en the tool electrod e and the plate e l e otrod e 

performing electro discharge machining on a workpiece with the tool electrode . 




3. (Previously Presented): The micro electro discharge machining method 
according to claim 2, further comprising 

providing multiple hole groups in the plate electrode, each hole group including a 
plurality of holes, and 
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producing the tool electrode by sequentially electro discharge machining using the 
multiple hole groups in the plate electrode. 

4. (Canceled) 

5. (Currently amended): A micro electro discharge machining apparatus, 
comprising: 

a tool electrode: 

a circuit that generates pulsed electric discharge between the tool electrode and a 
workpiece: 

a first device that positions the workpiece in a XY-plane: 
a second device that positions the tool electrode in a Z-direction orthogonal to the 
XY-plane; 

a vibration member that changes a relative distance between the tool electrode and 
the workpiece at a predetermined frequency and with a predetermined amplitude: and 

a controller that controls a discharge pulse in synchronization with the change in 
the relative distance between the tool electrode and the workpiece such that the discharge 
pulse is output when the relative distance between the tool electrode and the workpiece 
becomes sufficiently small such that discharge is performed ; and 

The micro e l e ctro disohargo machining apparatus acoording to claim - 4, furth e r 
comprising: 

a plate electrode provided with a plurality of holes configured to produce the tool 
electrode; 
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wherein t he plate electrode is positioned in the XY-plane by the first device; 
the circuit generates pulsed electric discharge between the tool electrode and the 
plate electrode; and 

the controller controls a discharge pulse in synchronization with the change in a 
relative distance between the tool electrode and the plate electrode. 

6. (Original): The micro electro discharge machining apparatus according to 
claim 5, wherein the plate electrode is provided with multiple hole groups each including 
a plurality of holes. 

7. (Canceled) 

8. (Canceled) 

9. (New): A micro electro discharge machining method, comprising: 
producing a tool electrode with a pattern of a plate electrode by electro discharge 

machining with the plate electrode, the plate electrode being provided with a plurality of 
holes in the pattern; 

changing, during the electro discharge machining process, a relative distance 
between the tool electrode and the plate electrode at a predetermined frequency and with 
a predetermined amplitude; 

outputting a discharge pulse in synchronization with the change in the relative 
distance between the tool electrode and the plate electrode; 
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changing a relative distance between the tool electrode and a workpiece at a 
predetermined frequency and with a predetermined amplitude; 

controlling a discharge pulse output in synchronization with the change in the 
relative distance between the tool electrode and the workpiece such that the discharge 
pulse output is generated when the relative distance between the tool electrode and the 
workpiece becomes sufficiently small such that discharge is performed; and 

performing electro discharge machining between the tool electrode and the 
workpiece. 
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